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HOLLOW MOLDED-TO-SHAPE ETPANTURT.g SEALEB 

FIELD OF THE INVENTION 

The present invention generally relates to a hollow 
molded-to-shape expandable sealer and more particularly, relates to a 
hollow molded-to-shape expandable sealer that can be used either with or 
without an internal core in sealing a body cavity against air, water and 
dust penetration. 

BACKGROUND OF THE INVENTION 

Various articles of manufacture are made with cavities 
located in areas where wind, water and dust, for example, can enter and 
thus causing undesirable wind-generated noises and increasing the 
likelihood of rusting of the article due to moisture trapped in the 
cavities. The problem is particularly severe in cavities formed in a 
vehicle body when an automobile is manufactured. For instance, an 
automobile A-pillar which is the part that outlines portion of the 
windshield and the front windows in addition to providing support to the 
roof structure is particularly prone to such wind noise. Other hollow 
cavities on a vehicle body such as the motor rail, the front body hinge 
pillar, the rocker, the B-pillar, the sail, the C-pillar, the wheel 
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housing to quarter, and the cowl are , 

cowl are similarly prone t0 wind nolsea ^ 

moisture problems. 



As th, «-u. ..n«.c tU ri» 6 tec)moloey proerMjed ta 
recent y e.rs, the pssseng „ „ f ^ ^ ^ ^ ^ 

and as a result, the automobile occuoants 

occupants are more conscious of noises 
generated by the vehicle movement. One of the . 

"ne of the major sources of such 
noises has been identified to be the cavlM- 

tne cavities created when a vehicle 

body is assembled from various sheet metal parts to f orm S „ 

pares to form body sections 

such as the pillar sections. The pillars on a vehicle bodv 

venicxe body are commonly 

designated as "A", «B», and - C - pillars Th. 

pillars. The various pillars connect 
the lower part of a vehicle body to the rn^ a ^ 

7 the roof and thus providing the roof 
-PPor, A-pillar. „. thoae « the frmt ?uarters ^ ^ 

compartment « elther slde „ the vlndahleid ^ iranedi>teiy ^ ^ 

«- front aide doors . a . B . pIntrs thoae betveen ^ ^ 

r.er side doors of . typIc8l 4 ^ oor aeQM ^ ijte ^ 

•re .« the re.r of . coop , rtBeiit ^ eUher ^ ^ ^ 

rear window and aft of all of ^ 

.11 of the passenger comportment side doors In . 

typical 2-door coope or In a typical 4-door sedan. 

In the ».„nfact„rl„ 6 process , the pUU „ m made ^ 

inner and enter sheet metal P .„ol3 which «« toeether so that matin, 
flsnses arc voided ,» p l.„ t0 forn ^ ^ 

eectiens. It is noted that most o f the commentary P .nel areas of the 
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pillar are spaced apart to form a hollow space or cavity between the 
panels. This type of void or cavity has been found to transmit 
undesirable wind noises and subjects the metal to rust and deterioration 
when moisture is trapped therein. Some possible sources of moisture 
include condensation, rain, snow, car washes, and road moisture which is 
splattered on the automobile by passing vehicles. The road moisture is 
particularly undesirable since it often contains rust accelerators such 
as salt used on roadways for deicing. It is therefore desirable to 
prevent the flow of air through hollow cavities in a vehicle body to 
prevent water and dust from entering the cavity and causing rust or 
other problems. 

In one of the important steps of the automobile 
manufacturing process, the vehicle body is coated with anti-rust 
electro-coat or paints before the assembly of the vehicle is completed. 
These electro-coat or paints are then dried and cured by baking the 
entire vehicle body in ovens at temperatures and for a length of time 
sufficient for the electro-coat or paints to dry and to adhere to the 
inner and outer surfaces of the body. 



In an effort to minimize air flow in hollow cavities in a 
vehicle body, a technique has been adopted wherein a conduit for 
transporting sealer in liquid form is inserted into each of the body 
cavity access holes. A two-part foaming sealer is then dispensed into 
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the empty space of the pillar. The process is frequently performed 
after the pillars have been assembled to the vehicle body. The process 
must be performed after the electro-coat or paint has been applied and 
cured. The sealer is frequently mixed together from two components, one 
of which contains a curing agent, just prior to the time of its 
application and pumped into the pillars so that the components react to 
expand the sealer after application. The reaction characteristics and 
the dispensing time of the sealer application are critical and must be 
controlled precisely, since the sealer must retain its fluid flow 
characteristics until the cavity of the pillar is sufficiently filled in 
order to sufficiently block the pillar. In practice, some of the sealer 
inevitably flows out of the pillar before the sealer is properly 
expanded and loses its fluid flow characteristics. This results in the 
necessity of a messy clean-up task. In addition, a hole throughout the 
length of the pillar may also result which allows air to flow through 
the pillar and moisture to enter into the cavity. 

Another attempt to solve the air flow and the moisture 
entrapment problems in vehicle body cavities involves the use of a 
heat-expandable sealer introduced into the appropriate cavities during 
body construction which does not require a premixing step immediately 
before the application. The sealer is expanded and cured by the heat 
applied to the vehicle body section during the electro-coat or paint 
drying and curing cycle. These type of heat-expandable sealers, 
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frequently used in the solid form of a extruded sheet or profile, are 
made of high cost materials. When a relatively large body cavity needs 
to be filled, the cost of using this type of heat-expandable sealer 
material becomes prohibitive or impractical. Furthermore, it is 
difficult to fill a large body cavity with sealers in an extruded sheet 
or profile form without the use of a supporting platform. The total 
heating time required to achieve the maximum expansion of a large volume 
sealer may also be prohibitive for a high volume production process. 

It is therefore an object of the present invention to 
provide a sealer for use in sealing body cavities that is a hollow 
molded-to-shape expandable sealer. 

It is another object of the present invention to provide a 
hollow molded-to-shape expandable sealer for sealing body cavities that 
does not have the drawbacks or shortcomings of the prior art sealers. 

It is a further object of the present invention to provide a 
hollow molded-to-shape expandable sealer that can be heat activated to 
expand when installed in a body cavity. 

It is another further object of the present invention to 
provide a hollow molded-to-shape expandable sealer for sealing body 
cavities to prevent air flow through and moisture penetration. 
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It is still another object of the present invention to 
provide a hollow molded-to-shape expandable sealer that, can be filled 
with an internal core for additional support and body structure 
enhancement. 

It is yet another object of the present invention to provide 
a molded-to-shape expandable sealer for sealing automobile body cavities 
that is filled with a light weight cellular material for support. 

It is still another further object of the present invention 
to provide a hollow molded-to-shape. expandable sealer for sealing 
automobile body cavities that can be molded in a blow molding process. 

It is yet another further object of the present invention to 
provide a hollow molded-to-shape expandable sealer for sealing 
automobile body cavities that can be manufactured in a rotational 
molding process. 



SPMHABY OF THK TNVEWTIOH 



In accordance with the present invention, a hollow 



an 



molded-to-shape expandable sealer for sealing body cavities in 
automobile or other structures that can be activated by heat, radiation, 
or moisture is provided. The sealer provides design flexibility and 
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more efficient use of material due to the difficulty of heating a thick 
part in a limited cycle time. 

In a preferred embodiment, a hollow molded-to-shape 
expandable sealer is molded in a blow molding, rotational molding or gas 
assisted injection molding process. The expandable sealer can be first 
installed in a body cavity and then expanded to fill the cavity during a 
electro-coat and paint drying or curing process to block any dust and 
moisture penetration and to attenuate any sound transmission. The 
sealer can be blow molded or rotational molded of a heat activated 
expandable material such as ethylene vinyl acetate, ethylene propylene 
diene monomer (EPDM) , or other ethylene copolymers and terpolymers, 
styrene butadiene rubber (SBR) or butyl rubber. After installed in a 
body cavity, the sealer expands to fill the cavity and to attenuate any 
sound transmission and moisture penetration during electro-coat or paint 
drying and curing process when the vehicle is sent through an oven at 
between approximately 240°F to 450T. 

In an alternate embodiment, the hollow molded-to-shape 
expandable sealer is filled with a light weight low cost internal core 
material for additional support. The internal core material may be a 
polyurea, or epoxy foam or any other suitable material that can stand up 
to a temperature of 450°F for 30 minutes. The internal core provides 
additional support for the hollow bladder when installed in a body 
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cvity. It is p. rtlMl . rly sultable f „ cavJtles of i>rser si2M ^ 
internal core provi d es support ^ pr „ mj ^ ^ 

se.lar when ose d in a large cavity application. 

I*a Present invention is further dl „ cted „ . ^ >f 
..King . „ol d e d -to-sh.pe e*pa» d . bae oeal „ th „ ^ ^ ^ 

intern.! core ..tcrl.l. tte nethod lncludM ^ ^ >f ^ ^ 
«ol d lng or rot.ti.nei .olding . hollow nolded-co-shapc « paBdable 

foamable or other suitable material. 

etaiae mm. or m im mmLmurm^mm i 

The base ..cerisl „se d for the present indention hollow 
»oi d e d -to-sh.pe e*p.„ d able sealer ten be selected fro. .thylone vinyl 
■cetete, ethylene propyiene d i,» e ..„„„„ (EPDM)> b „ tyl 
but, dl e„e rubber <„, „ any other Mhylene copoiroers ^ 
The heet e* P e» d .ble 5ealer Bay , ^ ^ 

Mowing . ge nt, curing agent, . dhe si,„ p romotera , „ corroalon 
inhibitors. The hollow expandable sealer can be .olded-to-sh.pe by any 
one o, the .oldlng B etho d s of blow .oldlng, rotational .oldlng, g.s 
assisted injection .olding, resin casting, siosh .olding. .tea. pressure 
forming or any other suitable forming methods. 
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In a blow molding process, the basic process involves the 
step of first producing a plastic parison (or preform) ln the shape of a 
tube, placing the parison into a closed 2-piece mold wherein the cavity 
of the mold represents the outside shape of the part to be produced, 
injecting air into the heated parison to blow it out against the mold 
cavity, cooling the expanded parison, opening the mold and removing a 
rigid blow molded part. In an extrusion blow molding process, an 
unsupported parison is used. In an injection blow molding process, a 
parison that is supported on a metal core pin is used. The advantages 
made possible by an extrusion blow molding process include a high rate 
of production, a low tooling cost, and a wide selection of molding 
equipment suppliers. 



In a blow molding process, the melt process that occurs in 
the extruder or in the injection molding machine must be taken into 
consideration in order to produce an Ideal parison of controlled 
rheology and melt characteristics. For instance, in an extrusion blow 
molding process, a parison is formed by an extruder wherein plastic 
pellets are melted by shear heat when the pellets are transferred 
between a heated barrel and an extruder screw as the pellets pass 
through the extruder. When a parison exits a die of the extruder, a 
split cavity mold closes around the parison and pinches one end. 
Compressed air inflates the parison against the hollow blow mold 
surfaces which cool the inflated parison to the blow mold 
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configuration, various techniques .re use d „ lntrodllce ^ ^ ^ 
parison such .s through .„ extrusion die Mandrel or through . biov pin. 

In . rotational Molding technique, . Measured Momt of 
plastic resin is charged into a „„ nold vhlc „ „ ^ _ ^ 

■bout t.o perpendicular axes. Centrifugal f o r ee distribute, the pj.scic 
evenly throughout the Mold and the heat „,l t . and fuses t „ e ^ „ 
the shape of the cavity. After the .old ,. removed and cooled, a 
finished part can be extracted. The advantages of a rotational Molding 
Process are lo» Mold est, strain-free parts, and mlfora Wlll 
thickness. Plastic po„ d er is frequently used in the Molding process 
.here they are charged in pre-veigheo .Mounts into one-half of the .old, 
the t„o Mold halves are then claMped together and rotated in two planes 
at right angles to one another in a heated oven. 

The following are examples of various compositions and 
methods used in aiding the present invention hollow molded-to-shape 
expandable sealer. 



Example 1 

Material 



Weight P.»rrpnf 



Ethylene/Vinyl Acetate/Acid Terpolymer (Elvax®) 
Benzene sulphonyl hydrazide (Celogen® 0T) I 7,. 

Azodicarbonaraide (Celogen® AZ-130) , 
N-butyl-4 4-bis (t-butylperoxy) valerate (Varox® 230XL) o1£ 
a a- -bis (t-butyl P eroxy) t-butylperoxy diisopropylbenzene 
(Varox® 802-40KE) ^ a °Propyioenzene 

Diethylene glycol 1.63% 

1.81% 
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The composition shown in Example 1 is blow molded in a 
single shot blow molding machine. The parlson or shot weight used is 
247 grams resulting in a parlson having a wall thickness of 1.5 mm. The 
total cycle time required is 34.5 seconds which include an injection 
time of 2.2 seconds and an in-mold time of 20 seconds. The barrel of 
the extruder was heated to a zone temperature profile of 165«T, 157»F, 
198-F, 184T, and 181T wherein the 165'F indicates the temperature at 
the hopper/throat region while 181T represents the temperature of the 
parlson. The clamping pressure used on the mold platens is 750 psi and 
the blow air pressure used is 85 psi. The mold temperature was 
maintained at 55T. The parlson wall thickness profile was monitored 
which indicated that a relatively uniform wall thickness was maintained. 



Example 2 



Material 



Weight PprrPTit 



Ethyl ene/Vinyl Acetate Copolymer (Elvax® 450) 
Ethyl ene/Vinyl Acetate Copolymer (Elvax® 360) 
Hydrocarbon Tackifying resin (Escorez® 5300) 
Benzene sulphonyl hydrazide (Celogen® 0T) 
Azodicarbonamide (Celogen® AZ-130) 

N-butyl-4, 4-bis (t-butylperoxy) valerate (Varox® 230XL) 
a, a' -bis (t-butylperoxy) diisopropylbenzene 

(Varox® 802-40KE) 
Diethylene Glycol 



58.5% 

30% 

2.51% 

3.62% 

1.81% 

0.63% 

1.63% 
1.30% 



The composition shown in Example 2 is blow molded into a 
hollow molded-to-shape expandable sealer in a blow molding apparatus 
similar to that used in Example 1. 
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Example 3 

Material 

Weight Pi»rr. n > 

Ethylene/Vinyl Acetate/Acid terpolymer (Elvax® 4260) An «;* 

Ethylene/Vinyl Acetate Copolymer (Elvax® 360) Vti 
Ethylene/Vinyl Acetate Copolymer (Elvax® 450) ,ZZ 
Benzene sulphonyl hydrazide (Celogen® 0T) J ' 

Azodicarbonamide (Celogen® AZ-120) 3.62% 
N-butyl-4 4-bis (t-butylperoxy) valerate (Varox® 230XL) 
a, a'-bis (t-butylperoxy) diisopropylbenzene } 

(Varox® 802-40KE) 
Di ethylene Glycol 1.63% 

1.81% 



The composition shown in Example 3 4« m«« _ . . 

honow « pa „< sble sealers >ccordln8 t0 the ^J^TzZ^u*" 

Example 4 

Material 

Weight Pgrrpnt 

Ethylene/Vinyl Acetate/Acid terpolymer (Elvax® 4260) on 5 r 

Benzene sulphonyl hydrazide (Celogen® 0T) , ,t.. 

Azodicarbonamide (Celogen® A2-130) ' V *av 

N-butyl-4, 4-bis (t-butylperoxy) valerate (Varox® 230XL) o '22 
a, a'-bis (t-butylperoxy) diisopropylbenzene } ° ,63/ * 

(Varox® 802-40KE) 
Diethylene Glycol 1.63% 

1.81% 

The composition shown in Example 4 is blow molded into 
hollow expandable sealers according to the method shown in Example 1. 

Hollow molded-to-shape expandable sealers molded of the 
compositions shown in Examples 1 through 4 are successfully tested in 
automobile body cavities to seal out wind and road noise, water, dust, 
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fuel vapors and other airborne MterUlt fr „ B ^ ^ 

body. It should be n.t.d that other than the A-piUar „ f „ MtoBoblle> 
automobile body cavltia. such ss the motor rtU , the ^ ^ 

Plllsr, the rocker, the B-pm.r, th . rear , utrter louer „ ^ ^ 
the ..n, the C-pill.r, the .heel house to ,uarter, the cowl c.„ be 
aimil.rly sealed by using the present invention hoUov sealers. It 
should be noted that the present invention hollow sealer is not in any 
».y limited for use in automobile bodies only. It c .n „„ uaed ,„ „ y 
other body structures that have body cavities formed between parts that 
require air and moisture seal from the environment. The expandable 
sealer material may be heat activated, or activated by UV light or 



moisture. 



It should also be noted that other processing techniques for 
Plastics may also be used In the present invention method for preparing 
the hollow n,olded-to-shape expandable sealer. These Be thods include 
liquid resin casting, slush aiding, steam pressure formlng> wrapping 
and dip coating. 

The hollow bladder can be used as is in a body cavity for 
sealing or can be filled with an internal core material such as foam and 
then used for sealing. This is determined by the specific application 
needs. 
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In an alternate embodiment, a method of using a light 
weight, low cost expandable sealer Is provided by flll ing the hollow 
interior of the sealer with a light weight, low cost material. This 
enables the use of a minimum amount of the higher weight and higher cost 
skin material in molding the hollow bladder. 

in selecting the internal core material, the following 
characteristics of the material should be considered. First, the 
internal core material should have low density. Depending on the total 
interior part volume and manufacturer's weight limitation requirements, 
the density is probably limited to a maximum of about 0.9 gm/cc. The 
lowest acceptable density will be determined by the ability of the core 
to support the blow molded bladder while not producing any deleterious 
effects. Another important property requirement of the internal core 
material is sag resistance. Since the purpose of the core is to support 
the sealer while expanding, it should not deflect to such an extent that 
intimate contact of the sealer with an intended sealing substrate is 
jeopardized. Acceptable level of deflection will depend on individual 
part size and shape. For instance, a part that has little structural 
stiffness owing to a relatively small cross sectional area will be prone 
to deflect if the core support material is positioned in a cantilever 
configuration. However, if the primary function of the core is to 
prevent collapse of the blow molded sealer, then the material would not 
require such a high level of sag resistance. In general, to permit 
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universal application in a variety of shapes, the foam core should 
deflect minimally even after exposure to a high temperature of 450°F for 
30 minutes. 

The core material must also have high temperature resistance 
because the sealer will be exposed to elevated temperatures of up to 
450°F. It is important that the core material not degrade when heated 
to such processing temperatures. Any degradation such as evolution of 
noxious, caustic or physically harmful decomposition products cannot be 
allowed. The core material must also have the ability to be introduced 
into the bladder after blow molding of the bladder is completed. 
However, it is possible to first mold a hollow bladder and then cut the 
bladder open to insert a pre-molded foam core. After the foam core 
insertion, the hollow bladder can be heat bonded together. 

When foam is dispensed directly into a blow molded part, the 
injected foam can be gas blown, syntactic or a combination of the two. 
The foam production method of the core material must not damage the 
bladder. For instance, the hollow bladder must not be damaged by 
excessive pressure produced during the injection cycle, the excessive 
heat resulting from an exothermic reaction of the foam material, or 
reaction of raw material chemicals with the blow molded sealer. It is 
also desirable to have a short cycle time for the core material during 
its foaming process to accommodate for high volume automobile 
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production. Sicily, .„ e olnute „ ^ ^ ^ ^ ^ 

acceptable cycle time. 



The core ..tori.! can be any suitable foamable m.t.rl.1 such 
•e Polyurea, epoxy, polylsocy m urete end phenolic.. In applications 
.here hi.h temperature perform.™. r.,uir.m.nt is not n.ceeo.ry, other 
foible m. t .ri.ls euch as polyurethene, poiyester. polystyrene end 
other polymeric foamable m.teri.ls can also be used. 

While the present Inr.ntlon hs. been described in sn 
illu.tr.tiy. m.nner, it should be understood thst the t. ra i».l.«y used 
is intended to be in a nature of words of description rather than of 
limitation. 

Furthermore, while the present invention has been described 
in tern, of a preferred and an alternate embodiment thereof, it is to be 
appreciated that those skilled in the art will readily apply these 
teachings to other possible variations of the invention. For instance, 
any other material that is not foamable but is llght welght> low C „J 
and high temperature resistant can also be used as the core material. 

The embodiments of the invention in which an exclusive 
property or privilege is claimed are defined as follows: 
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CLAIMS 



1. A hollow molded-t.-eh.pe exp.nd.ble ee.ler cnprieing . 
hollo, .hell molded of .„ exp.nd.ble polyene a.ten.l h.v lng .n 
extem.1 conflgnr.tion conforming enb st .ntl.ll y to the conflgor.ti.n of 
. body c.vlty in . etroctore to be ...led fr„ m ilr „ d mlnm 
penetration. 



2. A hollow molded-to-shape expandable sealer according to 
claim 1, wherein said expandable polymeric material Is selected from the 
group consisting of ethylene vinyl acetate, ethylene propylene diene 
monomer, styrene butadiene rubber, ethylene carboxylic acid copolymer, 
butyl rubber and ethylene copolymers or terpolymers. 

3. A hollow molded-to-sha P e sealer according to claim 1, 
wherein said expandable polymeric material expands when activated by an 
energy source selected from the group consisting of heat, UV radiation 
and moisture. 



4. A hollow molded-to-shape expandable sealer according to 
claim 1, wherein said expandable polymeric material expands when exposed 



to heat. 
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S. A hollo. M ld.d-t.-.h.p. «xp»d.ble ... ler . CMrdla| „ 
d.i» 1, .he rel n expandabla polynerU Mterui ^ ^ ^ 

to a temperature of at least 240T. 

6. A hollow molded-to-shopo «p„ dable sealer ^ 
Cl.im 1. .herein ea,d expandable pol roeric Baterlal ^ ^ ^ 

100% of its original volume. 



7. A hollow molded-to-shape expandable sealer according to 

claim 1, wherein said hollow shell is molded bv a m^ n * i 

ea °y 3 method selected from 
.roup con slatln8 of blow aoM ^ ^ ^ 

-tin., slnah steM pre „ ure foming ^ ^ sssisted 

injection molding. 

8. A hollow .oidod-to-shopo «p.„d.bl e seaIer ac „ rdl „ 6 „ 
d.l» .1. -hero aald hoilov , he u „ „ olded by . „ lou ^ 

•9. A hollow .oldod-to-ohop, expoodohlo oeolor accordlne „ 
cl.i» 1. .herein sald hoilov shell „ Bolded by , rotttloMi ^^^^ 



process, 



10. A hollo, aoldod-to-shopo e X p a „ dable seaUr , cceralii8 m 
cl«l» 1. .here sa id eI p a „ dable poIymerlc ^ # 

service temperature of at least 240°F. 
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11. A hollow molded-to-shape expandable sealer according to 
claim 1, wherein said body cavity to be sealed is selected from the 
group consisting of A-pillar, motor rail, front body hinge pillar, 
rocker, B-pillar, rear quarter lower to wheel house, sail, C-pillar, 
wheel house to quarter, cowl and any other suitable body cavities. 

12. A hollow molded-to-shape expandable sealer according to 
claim 1, wherein said body cavity is a cavity in a vehicle body. 

13. A molded-to-shape expandable sealer comprising: 

a hollow shell molded of an expandable polymeric material 
and having an external configuration conforming substantially to the 
configuration of a body cavity to be sealed, and 

an internal core substantially filling the hollow portion of 

said shell. 

14. A molded-to-shape expandable sealer according to claim 13, 
wherein said expandable polymeric material is selected from the group 
consisting of ethylene vinyl acetate, ethylene propylene diene monomer, 
styrene butadiene rubber, ethylene carboxylic acid copolymer and butyl 
rubber. 
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15. A molded-to-shape expandable sealer 

seaier according to claim 13 
vhe rei „ lU4 exp „ d . ble poljmerlc Mteriai ^ ^ - 



and moisture. 



an 

on 



16. A molded-to-shape expandable sealer according t . clala 13 
wherein said expandable polymeric material expands when exposed to beat/ 

17. A molded-to-shape expandable sealer according to claim 13 

wherein said expandable polymeric material mmn * „ 

serial expands when exposed to a 

temperature of at least 240°F. 

18. A molded-to-shape expandable sealer lfMrt i 

sealer according to claim 13 

wherein said expandable polymeric material ero.ni. * 

serial expands to at least 100% of 

its original volume. 



19. A molded-to-shape expandable sealer according to claim 13 
wherein said expandable polymeric is molded by a method selected from 
*■ -oup consisting of blow molding, rotational molding, gas assisted 

injection molding, li quid res i n castl 

s«ng, slush molding and steam 

pressure forming. 



20. A moXced-to-ah.p. expandable se . ler « ccordlne t „ ^ 13 
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21. A molded-to-shape expandable sealer according to claim 1 3> 
wherein said expandable polymeric is molded by a rotational molding 



process, 



22. A molded-to-shape expandable sealer according to claim 13, 
wherein said expandable polymeric material can withstand a service 
temperature of at least 240°F. 

23. A molded-to-shape expandable sealer according to claim 13, 
wherein said body cavity to be sealed is a cavity from a vehicle body. 

24. A molded-to-shape expandable sealer according to claim 13, 
wherein said body cavity to be sealed is selected from the group 
consisting of A-pillar, motor rail, front body hinge pillar, rocker, 
B-pillar, rear quarter lower to wheel house, sail, C-pillar, wheel house 
to quarter and cowl. 

25. A molded-to-shape expandable sealer according to claim 13, 
wherein said internal core is a thermoset material. 

26. A molded-to-shape expandable sealer according to claim 13, 
wherein said internal core is a light weight material having a density 
of not more than 0.9 gm/cc. 
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27. A molded-to-shape expandable sealer according to claim 13, 
wherein said internal core is a foamable material that forms a cellular 
structure when filling said hollow portion of said shell. 

28. A molded-to-shape expandable sealer according to claim 13, 
wherein said internal core is blown into said hollow shell through an 
opening in said shell. 

29. A molded-to-shape expandable sealer according to claim 13, 
wherein said internal core is injected into said hollow shell through an 
opening in said shell. 

30. A method of making a molded-to-shape expandable sealer 
comprising the steps of: 

molding a hollow shell of the expandable sealer with an 
expandable polymeric material, and 

filling substantially the hollow portion of said shell with 
an internal core. 

31. A method of making a molded-to-shape expandable sealer 
according to claim 30, wherein said expandable polymeric material is 
selected from the group consisting of ethylene vinyl acetate, ethylene 
propylene diene monomer, styrene butadiene rubber, ethylene carboxylic 
acid copolymer, butyl rubber and ethylene copolymers and terpolymers. 
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32. A method of making a molded-to-shape expandable sealer 
according to claim 30, wherein said expandable polymeric material 
expands when activated by an energy source selected from the group 
consisting of heat, UV radiation and moisture. 

33. A method of making a molded-to-shape expandable sealer 
according to claim 30, wherein said expandable polymeric material 
expands when exposed to heat. 

34. A method of making a molded-to-shape expandable sealer 
according to claim 30, wherein said expandable polymeric material 
expands when exposed to a temperature of at least 240°F. 

35. A method of making a molded-to-shape expandable sealer 
according to claim 30, wherein said expandable polymeric material 
expands to at least 100% of its original volume. 

36. A method of making a molded-to-shape expandable sealer 
according to claim 30, wherein said expandable polymeric material is 
molded by a method selected from the group consisting of blow molding, 
rotational molding, liquid resin casting, gas assisted injection 
molding, slush molding and steam pressure forming. 
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37. A method of making a molded-to-shape expandable sealer 
according to claim 30, wherein said expandable polymeric material is 
molded by a blow molding process. 

38. A method of making a molded-to-shape expandable sealer 
according to claim 30, wherein said expandable polymeric material is 
molded by a rotational molding process. 

39. A method of making a molded-to-shape expandable sealer 
according to claim 30 further comprising the step of applying said 
sealer to a body cavity. 

40. A method of making a molded-to-shape expandable sealer 
according to claim 30 further comprising the step of applying said 
sealer to a body cavity in a vehicle. 

41. A method of making a molded-to-shape expandable sealer 
according to claim 30, wherein said internal core is a foamable material. 

42. A method of making a molded-to-shape expandable sealer 
according to claim 30, wherein said internal core is a light weight 
material having a density of not more than 0.9 gm/cc. 
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43. A method of making a molded-to-shape expandable sealer 
according to claim 30, wherein said internal core is a foamable material 
that forms a cellular structure when fiH lng aald hollow portlon Qf ^ 



shell. 



44. A method of making a molded-to-shape expandable sealer 
according to claim 30, wherein said internal core is a foamable notarial 
and is flown into said hollow shell through an opening in said shell. 

45. A method of asking a molded-to-shape expandable sealer 
according to claim 30, wherein said internal core is a foamable material 
and is injected into said hollow shell through an opening in said shell. 

46. A method of making a molded-to-shape expandable sealer 
according to claim 30 wherein said step of f illing the hollow portl(m q{ 
said shell further comprising cutting said hollow shell into two halves, 
inserting an internal core and then combining the two halves of the 
shell together. 



47. A hollow molded-to-shape expandable sealer according to 
claim 1, wherein said hollow shell being filled with a heat-expandable 
gas that expands upon heating such that the hollow shell is bonded to 
the body cavity. 
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48. A hollow molded-to-shape expandable sealer according 
claim 47, wherein said heat-expandable gas is air. 
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